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A proem for manufacturing Dirt dad Wound Core* for 
Transformers *nd similar apparatus 



We, Allmanna Svbnsea Elbxtxuka 
Aktizbolaost, s Swediifa Company, of 
Vaster** Sweden, do hereby declare the in- 
vention, for which we pray thai a Patent 
txaj be granted to us, and the method by 
which it is to be performed, to be particu- 
larly described in and by the following 

Our co-pending application No. 25058/51 
(Serial No. 696,346) relates to a process for 
manufacturing a divided wound magnetic 
core for a i nntfomrr or similar apparatus 
whkh comprises the steps of leading a ribbon 
of magnetic material through a punching 
tool, punching siia acra* pan of the width 
of the ribbon at those places where the wound 
core is intended id be divided while main- 
tmining rjg two margjtul soocs of the ribbon 
unpuncbed, winding the ribbon on to a wind- 
ing mandrel, haldinp the layers of the wound 
core together by bmding means and cutting 
through the unpuncbed marginal zones by 
grinding, sawing milling or the like. 

In order to obtain tLe desired inclination 
of the cut surfaces with respect to the core 
walls, the operatin* device for the punching 
tool b provided with a compensation means 
In this manner the cut surfaces of the core 
halves receive the shape of a more or less 
inclined smooth plane. The advantage of this 
process is that the major pan of the work 
of dividing the core is performed by a simple 
punching tool without losing the possibility 
of winding the ribbon into a core. The con- 
tact surfaces of the individual adjacent layer* 
are exactly uniform, ao that the magnetic 
losses are reduced to a minimum. The forma- 
tion of bum which may occur when con- 
ventionally wound cores are severed is com- 
pletely avoided thanks to this process. 

The present invention relates to a process 
and apparatus for further improving the tran- 
sition of the magnetic flux in the butt joints 
between the core halves. It is known that an 

9K« U. id.) 



overlap of the sheets in the 
proves the transition of the 
from one sheet to the ether and Ah 
tion relates to a process by whkh so over* 
Up of the ribbons of the cot* halves may 
be obtained. 

According to the invention the stka across 
the inner part of the width of the ribbon are 
punched at spaced intervals at each half revo- 
lution of the winding mandrel in snch a 
manner that the slits on the wound core art 
displaced with respect to one another at every 
layer or at s plurality of layers, so that over- 
laps arc formed by at least two layers. 

In Application No. 23051/31 (Serial No, 
696346) a continuous compensation for the 
control of the alignment of the tilts is per- 
formed during the punching operation. 

According to the present invention^ the 
compenaation is effected deacon rinuousty but in 
such a manner that the sum of the com- 
penaation is equal to the sum of cotnpen ss' 
tions of the corresponding continuous com- 
pensation. 

The invention will now be d ts c rib ad with 
reference to the accompanying drawing, in 

which 

Figure 1 shows a ribbon 1 with a wit 2, 
Figures la and lb thow a wound coco, 

viewed from two sides. 

Figure 3 shows a ribbon wfth a slit 2 
in one layer thereof and • slit 2 ' in the 
immediately underlying layer of the ribbon, 

Figure 4 is a section throoth a part of 
a wound core, wherein the overlap is formed 
by two ribbon layers, and 

Figure 5 shows schema tii ^ry a punching 
and winding arrangement substantially simi- 
lar to the arrangement described b Appli- 
cation No. 25058/51 (Serial No. 69*j46), 
but comprising in addition a device by which 
the punching tool is caused to p er for m a reci- 
procating movement lengthwise of the ribbon. 
The amplitude of the reciprocating movement 
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on t mitt red, earned 
ml 9 (fadkated by dooed M 
oo to a mandrel 4. It is the 
of the iuatntion to w 
coodnuom movement of the p u n rtung tool 
for the compensation of the 
the pouching sool and the 
as well at a recxprocxtiag wuvtment for ob- 
the ovenape. For this pu ipos g the 
tool support, according to the «a> 
^njM^A m Fknrc 5, is divided 
into mo ports 5 and & The pan 5 is dis- 
placed con tinu o us ly to the right during rota- 
tion of the whaling man fid by nw a ns of 
a nut 7 threaded on to a anew 8 which is 
joined with the shaft to the winding mandrel 
4. The part S carries along w »th the part 
6, which laaar supports the pun ch i n g tool 
9. The past 6 in ks tun is co ntr oll ed by a 
device touted with the part 5 by means of 
which the pan 6 is caused to perform a 
reciprocating movement on the pari 5, in de- 
pendence oo the rotation of the winding 
mandrel, the pan 5 serving as a slide. Thb 
device may for instance ooostst of a soothed 
gear tr sn s m iwio n 10 and a guiding cylinder 



11 provided with a bdical ik>t U sod coupled 
with the — A follower 13 engages 
in the not 12 nad is iomed with the pea 
6 of the punching tool support. Rotation, of 
the fuidinf cylinder 11 causes the pan 6, 
together with the punching tool 9 contained 
therein, to be moved to sod fro as indicated 
by the arrows. The ponchbuj tool 9 receives 
its impulses lor the punching operation by 
means of a toothed few transmission 14 and 
a shaft IS with a cam 16. The punching tool 
9 itself must be capable of movement with the 
ribbon when it is in engagrmmc therewith. 
This may be effected by mo un t ing the punch- 
ing tool to the manner shown diagrsmnuticaDy 
in Figure U of Apptkatkn Ha 25058/51 
(SeriiJNo, 696346). 
The ribbon, after bdat wound on to a 
-treated 



core, may be heat- 



as usual, and if 



be nnpregnased ' thereafter. The SO 
ones 2, fou r* 3 , on hppVjhkl qf ^ 
the sites 2 are removed by gn|HHKjMWai£ . 
so that the care ts dWdod fete 
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the steps of had- 60 
of magnetic material peat a 
tool, punching tfha ecreas the 
pan of the width of die ribbon, leaving mar- 
ginal zones irp" w4wl J at spaced baervab 
along the ribbon, one slit upon each half 63 
revolution of a winding mandeeL on to whkh 
the punched ribbon is wound, in such a 
that adjacent sites or groups of sttts 
en the wound core are d ispl a ced with respect 
a> one another, so that overlaps are formed 70 
by at least two layers, and dividing the * 
core by removing therefrom die 
zones adjacent to said sites. 

2. Apparatus for manufacturing a divided 
wound magnetic core by the prooeas daimed 75 
in daxm 1, comprising a storage red from 
which the ribbon of magnetic material is 

by the mandrel, said punching tool 
arranged to punch said slits in the 
daring its paasage from the ssorage go 
to the mandrel, said manure* being 
with operating means for the punch- 
ing tool, which operatm* means is adapted to 
cause a continuous displacement as wefl as a 
recipt or ari ng movement of the punching tool $$ 
both in the longitudinal direction of the rib- 
boo, and means for dividing die wound core. 

3. Apparatus for wismifeciui lug a divided 
wound magnetic core by the process claimed 

in dasn 1, constructed and arranged sufe* 90 
stantiaily as herein described and as shown 
in the accompanying drawing. 

4. Divided wound magnetic cores produced 
by the process daimed in daha 1. 

J. Y. * G. W. JOHNSON, 
47. Lincoln's Inn Welds, London, W.C2. 
Chartered Patent Agents, 
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